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© A pucker free garment seam providing a gar- 
ment with a tailored and wrinkle free appearance. 
The pucker free seam and method of manufacture 
utilizes a bonding element (32) which contains at 
least a thermal adhesive component which is in- 
serted between first (20) and second (22) garment 
components along the seam. A sufficient amount of 

34 



heat and pressure is applied to the seam which 
causes the adhesive of the bonding element to flow 
onto the surfaces of the garment components there- 
by creating a compressed seam and permanently 
bonding the first and second garment components 
together along the seam to eliminate puckering as- 
sociated with shrinkage of the sewing thread. 
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BACKGROUND OF THE INVENTION 

The present invention relates to a pucker free 
garmenl seam and method of manufacture. More 
specifically, the invention is directed to an im- 
proved garment seam and method of manufacture 
which faciley eliminates a tendency of the seam to 
bunch or pucker around a sleeve attachment area 
and other similar areas following conventional laun- 
dering procedures. 

A puckering phenomenon at seam lines has 
long plagued the garment industry. Seam pucker is 
typically caused by thread shrinkage which occurs 
during laundering of a garment. In particular, after a 
garment is purchased by a garment consumer it is 
subjected to laundering cycles as the shirt is worn 
and becomes soiled. During these laundering and 
drying cycles the sewing thread typically under- 
goes longitudinal shrinkage. It is this shrinkage at a 
rate greater than the surrounding shirt materia! that 
creates puckering at a seam joining two panels of 
fabric. In this, the sewing thread contracts upon 
being laundered and pulls on opposing garment 
components at the garment seam which in turn 
causes the garment components to buckle and 
thereby creating wrinkles along the garment seam. 
This effect is most noticeable in dress shirt shoul- 
der seams. Accordingly, it would be highly desir- 
able to provide a method of manufacture and gar- 
ment which would be free of this pucker phenom- 
enon and which would maintain a seam which is 
smooth and pucker free even after multiple laun- 
dering operations. . 

Several attempts have been made to reduce 
seam pucker. One such attempt utilizes an interlin- 
ing having a thermoplastic component in the inter- 
lining matrix. During the manufacture process the 
seam is ironed which reduces the cross-sectional 
thickness of the seam along the stitch line. The 
reduced thickness allows for slack in the sewing 
thread such that during subsequent laundering the 
sewing thread is permitted to shrink an amount 
equal to the slack. This attempt is not entirely 
effective in reducing seam pucker. First, the gar- 
ment components sewn together at the seam are 
allowed to pull apart between outer stitches of the 
seam which results in buckling of the garment 
fabric. Second, the thread which is compressed in 
the interlining matrix becomes bound within the 
matrix thus shrinkage of the thread still results in at 
least a degree of seam pucker. Third, the manufac- 
turing of an interlining results in overall increase in 
garment manufacturing cost. This cost is com- 
pounded if the interlining is a composite interlining. 

Another prior art attempt at reducing seam 
pucker utilizes specified garment material. Specifi- 
cally, the garment components sewn together at 
the seam are manufactured from material which 



stretches during the sewing process and which 
relaxes after the sewing process is complete. This 
relaxation provides for slack in the sewing thread. 
This attempt is also ineffective at reducing seam 

5 pucker. First, as before, the garment components 
sewn together at the seam are allowed to pull apart 
between outer stitches of the seam which results in 
buckling of the garment fabric. Second, only gar- 
ments manufactured from certain stretch materials 

10 may be utilized to manufacture the garments. The 
disadvantages associated with this are clear. 

Still other prior art attempts alter the nature of 
the sewing thread used in the sewing process. For 
example, one such attempt utilizes a composite 

75 sewing thread whereby one component of the 
thread is water soluble. During the laundering pro- 
cess the water soluble component dissolves there- 
by creating slack in the sewing thread which com- 
pensates for thread shrinkage. First, as before, the 

20 garment components sewn together at the seam 
are allowed to pull apart between outer stitches of 
the seam which results in buckling of the garment 
fabric. Second, the high cost of manufacturing a 
sewing thread altered in this way greatly increases 

25 the overall garment cost. Third, thread strength is 
greatly reduced by such a composite design. Last, 
commercial sewing apparatus are not well adapted 
to utilize altered thread. The other prior art at- 
tempts which alter the nature of the sewing thread 

30 are ineffective for the same noted reasons. 

The difficulties and limitations suggested in the 
preceding are not intended to be exhaustive, but 
rather are among many which demonstrate that 
although significant attention has been devoted to 

35 reducing pucker in garment seams, the puckerless 
garment seams and method of manufacture ap- 
pearing in the past will admit to worthwhile im- 
provement. 

40 OBJECTS AND BRIEF SUMMARY OF THE IN- 
VENTION 

It is therefore a general object of the invention 
to provide a novel, smooth garment seam and 

45 method of manufacture which will obviate or mini- 
mize difficulties of the type previously described. 

It is a specific object of the invention to provide 
a smooth garment seam and method of manufac- 
ture which will eliminate seam pucker. 

so It is another object of the invention to provide a 

smooth garment seam and method of manufacture 
which may be used in a variety of garments to 
provide a pucker free tailored appearance. 

It is still another object of the invention to 

55 provide a smooth garment seam and method of 
manufacture for advantageous use in an armhole 
seam of a dress shirt. 
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It is yet another object of the invention to 
provide a smooth garment seam and method of 
manufacture which provides for a cost effective 
solution to seam pucker and does not involve sig- 
nificant modification of existing manufacturing ap- 
paratus. 

BRIEF SUMMARY OF A PREFERRED EMBODI- 
MENT OF THE INVENTION 

A preferred embodiment of the invention which 
is intended to accomplish the foregoing objects 
includes a bonding element which contains at least 
a thermal adhesive component which is inserted 
between first and second garment components 
along a seam line of a garment. The seam is 
subjected to a sufficient amount of heat and pres- 
sure to cause the adhesive of the bonding element 
to flow over the surfaces of the garment compo- 
nents thereby creating a compressed seam and 
permanently bonding the first and second garment 
components together along the seam to eliminate 
puckering associated with sewing thread shrinkage. 

DRAWINGS 

Other objects and advantages of the present 
invention will become apparent from the following 
detailed description of a preferred embodiment 
thereof taken in conjunction with the accompanying 
drawings, wherein: 

FIGURE 1 is a pictorial view showing a human 
male figure wearing a shirt having a seam man- 
ufactured in accordance with the present inven- 
tion; 

FIGURE 2 is a schematic detail view showing an 
armhole seam of the dress shirt depicted in 
Figure 1 which armhole seam has been manu- 
factured in accordance with the present inven- 
tion; 

FIGURES 3a through 3c shows a cross-sectional 
view of a method of manufacturing a dress shirt 
armhole seam in accordance with the present 
invention utilizing a single needle set sleeve; 
FIGURES 4a through 4c shows a cross-sectional 
view of a method of manufacturing a dress shirt 
armhole seam in accordance with the present 
invention utilizing a double needle set sleeve. 

DETAILED DESCRIPTION 

Referring now to the drawings and particularly 
to Figure 1, there is shown a human male wearing 
a dress shirt 10 having an armhole seam 12 manu- 
factured in accordance with the present invention. 
Figure 2 shows the dress shirt 10 having an arm- 
hole seam 12, shirt yoke 14, front panel 16, rear 
panel (not shown), center placket 18, collar 20, and 



sleeve 13. Although the specific embodiment as 
shown in the figures is directed to an armhole 
seam of a dress shirt, it is to be understood that 
the seam and method of manufacture of the 

5 present invention can advantageously be utilized in 
for a variety of seams in a variety of garments. For 
example, a center placket seam, collar seam, or 
cuff seam of a dress shirt or various seams of 
dress slacks. The phenomenon of seam pucker is 

w most troubling in armhole seams because of their 
visible location and the manner of attachment be- 
tween the shirt body (usually consisting of a front 
panel, yoke, and rear panel) and the shirt sleeve. 
Figures 3a through 3c show the progressive 

is manufacturing steps for manufacturing the seam of 
the present invention. Figure 3c shows a cross- 
sectional view of a completed armhole seam 12 
manufactured in accordance with the present in- 
vention. The embodiment of Figures 3a through 3c 

20 utilizes a single needle set sleeve. Referring to 
Figure 3a there is shown a first garment compo- 
nent 20 and a second garment component 22. In 
the armhole embodiment of the present invention, 
the first garment component comprises a front pan- 

25 el 16, shirt yoke 14, and a rear panel (not shown) 
and the second garment component comprises a 
shirt sleeve 13. The first garment component has 
an upper surface 24 and a lower surface 26. The 
second garment component has an upper surface 

30 28 and a lower surface 30. 

A bonding element 32 forms an integral part of 
the present invention. The bonding element 32 has 
an upper surface 34 and a lower surface 36. In the 
preferred embodiment of the invention and as 

35 shown in the figures, the bonding element is an 
adhesive web consisting entirely of an adhesive 
material. The adhesive material is preferably com- 
posed of a polyamide, polyester, or an olefinic 
material such as a low density polyethylene. Other 

40 thermoplastic materials such as polyurethane and 
ethylene vinyacetate copolymer can also be used. 
The aforementioned adhesive are preferable be- 
cause they all have a low melting point in the range 
of 60 - 160 degree celsius. In the preferred em- 

45 bodiment, the adhesive web is manufactured from 
a plurality of filaments having a diameter ranging 
between 20 - 80 microns. Furthermore, the adhe- 
sive web of the present invention has a density of 
approximately 10-100 grams per square meter. 

so Alternatively, a more solid structured net adhesive 
may be used having a density preferably in the 
range of 8 - 80 grams per square meter. Of course, 
other types of adhesives are contemplated by the 
present invention. 

55 After the bonding element 32, first garment 

component 20, and second garment component 22 
are positioned as shown in Figure 3a, a first stitch 
38 is sewn along the seam line defined by the first 
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and second garment components. In the embodi- 
ments of Figures 3a through 3c this stitch is a 
needle set sleeve stitch and is the only set sleeve 
stitch. As depicted in Figure 3b, after the stitch 38 
is made through the bonding element 32 and first 
and second garment components, the first garment 
20 component is folded over the bonding element 
34 such that the upper surface 24 of the first 
garment component 20 abuts the upper surface 34 
of the bonding element 32. Similarly, the second 
garment component is folded such that the lower 
surface 30 of the second garment component 22 
abuts the lower surface 36 of the bonding element 
32. Next, a second stitch 40 is sewn to attach the 
folded portion 42 of the first garment component 
20, the bonding element 32, the folded portion 44 
of the second garment component 22, and the 
second garment component 22 as shown in Figure 
3b. 

The manufacture of the improved seam of the 
present is completed with the application of heat 
and pressure to the seam. This can be accom- 
plished with a conventional ironing process. For 
improved control and quality this process is usually 
carried out on a heated press with a temperature of 
up to 160 degrees celsius for 5 to 10 seconds 
followed with a vacuum step to cool and set the 
adhesive. The applied heat and pressure causes 
adhesive of the bonding element to melt and flow 
onto the surfaces of the first and second compo- 
nents. That is, the adhesive flows onto surface 24 
of the folded portion 42 of the first garment compo- 
nent, surface 24 of the first garment component 
which abuts the lower surface 26 of the bonding 
element, and surface 30 of the folded portion 44 of 
the second garment component 22. Significantly, 
during the ironing/pressing process, the flowing ad- 
hesive becomes interposed in the garment fabric of 
the first and second component. This is advanta- 
geous because it creates a very strong bond be- 
tween the surfaces of the garment components 
along the seam. It is this bond that prevents seam 
pucker during subsequent laundering. In particular, 
because the first and second components are bon- 
ded together along the seam, they can not pull 
apart during laundering and, therefore, buckling of 
the seam fabric located between the stitches 38 
and 40 will be prevented. This is a significant 
advantage over the prior art seams which permit 
the fabric comprising the first and second garment 
components to become separated during subse- 
quent laundering which in turn results in seam 
pucker. The ironing/pressing process also com- 
presses seam to reduce the seam thickness. 

The distance 46 between stitches 38 and 40 as 
shown in Figure 3c defines the seam width. The 
folded portion 42 of the first garment component 
20 is the visible portion of the armhole seam 12. As 



such, it is important to have the adhesive of the 
bonding element 32 flow over the entire surface 24 
of the seam width 46. This will ensure complete 
bonding of the folded back portion 42 of the first 
5 garment component 20 to the surface 24 of the first 
garment component which abuts the lower surface 
26 of the bonding element, and surface 30 of the 
folded portion 44 of the second garment compo- 
nent 22. 

io Although in the preferred embodiment the 

bonding element 32 consist of an adhesive web as 
described above, other elements are contemplated. 
In an alternative embodiment the bonding element 
32 consist of an interlining having an adhesive 

75 coating on its outer surfaces. Interlinings are known 
in the art to provide stiffness to garment compo- 
nents. For example, interlinings are used in shirt 
collars and center plackets to provide a degree of 
stiffness. However, the interlinings of the present 

20 invention utilizes an adhesive on its outer surfaces 
and is specifically used for garment seams. More 
specifically, the interlining body of the present in- 
vention is preferably a woven interlining made from 
cotton or a polyester/cotton blend. Alternatively, a 

25 nonwoven interlining body made from polyester, 
nylon, viscose or blends of these materials may be 
used. Preferably, the interlining body is fabricated 
from a single material so as to avoid the high cost 
associated with manufacturing composite interlin- 

30 ings. The interlinings have a coating of an adhesive 
on an upper and lower surface. The adhesive is 
preferably one of the same thermal adhesives pre- 
viously mentioned in the adhesive web embodi- 
ment discussed above. The adhesive may be ap- 

35 plied on the upper and lower surfaces of the inter- 
lining as an adhesive layer or as a series of adhe- 
sive dots. Significantly, a quantity of adhesive suffi- 
cient to flow over the garment surfaces as de- 
scribed above is needed in order to provide com- 

40 plete bonding as contemplated by the present in- 
vention. Although this interlining embodiment is 
adequate to achieve the results of the present 
invention, it is not preferable because of the in- 
creased manufacturing cost associated with provid- 

45 ing a separate interlining. 

Figures 4a through 4c show an alternative 
manufacturing process in accordance with the 
present invention which utilize the same reference 
numerals to depict similar seam components. The 

50 resulting armhole seam 12 utilizes a double needle 
set sleeve and is depicted in Figure 4c. This em- 
bodiment employs the identical manufacturing 
steps of Figures 4a through 4c with the exception 
of an additional seam stitch. In particular, stitch 

55 seam 48 is sewn to attach the bonding element 32, 
the folded portion 44 of the second garment com- 
ponent 22, and the garment component 22. The 
stitch 48 is an additional needle set sleeve and 
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therefore provides for a double needle set sleeve. 
Although the additional stitch 48 is not necessary in 
order to achieve the advantageous results of the 
present invention, it is helpful in ensuring that the 
bonding element is properly aligned in the seam. 5 

The pucker free garment seam 12 depicted in 
the figures is only an exemplary seam and is not 
intended to limit the scope of the invention. For 
example, the first and second garment components 
could be folded in a different arrangement or not io 
folded at all. 

SUMMARY OF MAJOR ADVANTAGES OF THE 
INVENTION 

75 

After reading and understanding the foregoing 
detailed description of an inventive garment seam 
and method of manufacture in accordance with 
preferred embodiments of the invention, it will be 
appreciated that several distinct advantages of the 20 
subject garment seam and method of manufacture 
are obtained. 

Without attempting to set forth all of the desir- 
able features of the instant garment seam and 
method of manufacture, at least some of the major 25 
advantages include providing a pucker free gar- 
ment seam 12 consisting of a first garment compo- 
nent 20, such as a component consisting of dress 
shirt front panel 16, yoke 14, and rear panel; a 
second garment component 22 such as a dress 30 
shirt sleeve 12; and a bonding element 32. 

The use of the bonding element 32 provides 
for a pucker free garment seam which has not 
been successfully accomplished by prior art at- 
tempts. Preferably, the bonding element 32 com- 35 



prises an adhesive web which flows during ironing 
onto the abutting surfaces of the garment compo- 
nents to create a very strong bond between the 
garment components along the garment seam 12. 
This bond prevents the first garment component 20 
from separating from the second garment compo- 
nent 22 during subsequent laundering of the gar- 
ment. Alternatively, bonding element 32 consist of 
an interlining body having a thermal adhesive coat- 
ing on its outer surface. The interlining body can 
be fabricated from a single material thus avoiding 
the use of costly composite interlining body. 

The garment seam and method of manufacture 
of the present invention provides for a less costly 
alternative to other prior art attempts at eliminating 
seam pucker and without the need for substantial 
modification of current seam manufacturing oper- 
ations. 

In describing the invention, reference has been 
made to a preferred embodiment and illustrative 
advantages of the invention. Those skilled in the 
art, however, and familiar with the instant disclo- 
sure of the subject invention, may recognize addi- 



tions, deletions, modifications, substitutions and 
other changes which fall within the purview of the 
subject invention. 

Claims 

1. A method of manufacturing a smooth garment 
seam between first and second garment com- 
ponents comprising the steps of: 

(a) providing a first garment component; 

(b) providing a second garment component 
to be joined at a seam to said first garment 
component 

(c) inserting a bonding element having, at 
least a thermal adhesive component along a 
seam formed by the interaction of the first 
garment component and the second gar- 
ment component such that a portion of the 
bonding element contacts a surface of the 
first garment component and. a juxtaposed 
surface of the second garment component; 

(d) sewing said first garment component to 
said second garment component along the 
seam with at least one stitch line of sewing 
thread; and 

(e) applying sufficient heat and pressure to 
the bonding element to cause the thermal 
adhesive to flow onto said surfaces of said 
first and second garment components to 
provide a bond between the first and sec- 
ond garment components along the seam 
such that the bonded components will effec- 
tively reduce a tendency to pucker due to 
shrinkage of the sewing thread during laun- 
dering and operate to minimize puckering of 
said seam. 

2. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said bonding ele- 

40 ment is a thermal adhesive web composed 

entirely of a thermal adhesive. 

3- A method of manufacturing a smooth seam as 
defined in claim 1 wherein said bonding ele- 
45 ment comprises an interlining having on upper 

and lower surfaces a quantity of adhesive. 

4. A method of manufacturing a smooth seam as 
defined in claim 3 wherein said interlining is a 

50 woven interlining fabricated from cotton. 

5. A method of manufacturing a smooth seam as 
defined in claim 3 wherein said interlining is a 
woven interlining fabricated from polyes- 

55 ter/cotton blend. 

6. A method of manufacturing a smooth seam as 
defined in claim 3 wherein said interlining is a 
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nonwoven interlining fabricated from a material 
selected from the group consisting of polyes- 
ter, nylon, and viscose and blends thereof. 



13. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said first garment 
component comprises a front panel, yoke, and 
rear panel of a dress shirt and said second 
garment component comprises a shirt sleeve 
such that said seam is the seam of a shirt 
armhole. 

14. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said seam is the 
seam of a dress shirt armhole. 

15. A method of manufacturing a smooth seam as 
defined in claim 1 wherein the application of 
heat and pressure of step (e) is accomplished 
by an ironing and pressing process. 

16. A method of manufacturing a smooth seam as 
defined in claim 15 wherein the ironing and 
pressing process is carried out at a tempera- 
ture up to 160 degrees celcius for 5 to 10 



seconds. 

17. A method of manufacturing a smooth garment 
seam between first and second garment com- 
ponents comprising the steps: 

(a) placing the first garment component in 
an adjacent relationship to the second gar- 
ment component so as to define a seam; 

(b) placing a bonding element having at 
least a thermal adhesive component along 
said seam line such that a lower surface of 
the bonding element abuts an upper surface 
of the first garment component; 

(c) sewing the first and second garment 
components and the bonding element to- 
gether by a first stitch running along said 
seam; 

(d) folding the first garment component 
backward over the bonding element such 
that said upper surface of the first garment 
component abuts an upper surface of the 
bonding element and folding a portion of 
the second garment component such that a 
lower surface of the second garment com- 
ponent abuts a lower surface of the bonding 
element; 

(e) sewing the first and second garment 
components and the bonding element to- 
gether by a second stitch running along 
said seam; 

(f) applying sufficient heat and pressure to 
said bonding element to cause said thermal 
adhesive to melt such that said adhesive 
flows onto said surfaces of the first and 
second garment components to provide a 
bond between the first and second garment 
components along the seam such that the 
bonded components will effectively reduce 
a tendency to pucker due to shrinkage of 

40 the sewing thread during laundering and 

operate to minimize puckering of said seam. 

18. A method of manufacturing a smooth seam as 
defined in claim 17 wherein said bonding ele- 

45 ment is a thermal adhesive web or net com- 

posed entirely of a thermal adhesive. 

19. A method of manufacturing a smooth seam as 
defined in claim 17 wherein said bonding ele- 

50 ment comprises an interlining having on upper 

and lower surfaces a quantity of thermal adhe- 
sive. 

20. In a clothing garment, a smooth seam compris- 
55 ing: 

a first garment component; 

a second garment component; 

a bonding element having at least a thermal 



7. A method or manufacturing a smooth seam as 5 
defined in claim 1 wherein said adhesive is 
composed of a thermoplastic material. 

8. A method of manufacturing a smooth seam as 
defined in claim 7 wherein said adhesive is io 
composed of a thermoplastic material selected 
from the group consisting of polyamide, poly- 
ester, olefinic, polyurethane, and ethylene 
vinylacetate copolymer materials. 

75 

9. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said thermal adhe- 
sive has a melting point ranging from approxi- 
mately 60 to 160 degrees Celsius. 

20 

10. A method of manufacturing a smooth seam as 
defined in claim 2 wherein said thermal adhe- 
sive web is composed of a plurality of adhe- 
sive filaments having a diameter ranging ap- 
proximately between 20 to 80 microns. 25 

11. A method of manufacturing a smooth seam as 
defined in claim 2 wherein said thermal adhe- 
sive web has a density of approximately 10 to 
100 grams per square meter. 30 

12. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said bonding ele- 
ment is a thermal adhesive net having a den- 
sity of approximately 8 to 80 grams per square 35 
meter. 
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21. 



adhesive component positioned between said 

first and second garment components; 

a first stitch running along a first side of said 

seam; 

a second stitch running along a second side of 
said seam; 

the seam having been previously subjected to 
a sufficient amount of heat and pressure to 
cause said thermal adhesive to flow onto sur- 
faces of said first and second garment compo- 
nents such that said adhesive is interposed in 
the garment material thereby bonding together 
said first and second garment components 
along said seam such that the bonded compo- 
nents will effectively reduce a tendency to 
pucker due to shrinkage of the sewing thread 
during laundering and operate to minimize 
puckering of said seam. 

A smooth seam as defined in claim 20 wherein 
said bonding element is a thermal adhesive 
web composed entirely of a thermal adhesive. 



22. A smooth seam as defined in claim 20 wherein 
said bonding element comprises an interlining 
having on upper and lower surfaces a quantity 
of thermal adhesive. 

23. A smooth seam as defined in claim 22 wherein 
said interlining is a woven interlining fabricated 
from cotton. 

24. A smooth seam as defined in claim 22 wherein 
said interlining is a woven interlining fabricated 
from polyester/cotton blend. 

25. A smooth seam as defined in claim 22 wherein 
said interlining is a nonwoven interlining fab- 
ricated from a material selected from the group 
consisting of polyester, nylon, and viscose and 
blends thereof. 

26. A smooth seam as defined in claim 20 wherein 
said adhesive is composed of a thermoplastic 
material. 

27. A smooth seam as defined in claim 26 wherein 
said adhesive is composed of a thermoplastic 
material selected from the group consisting of 
polyamide, polyester, olefinic, polyurethane, 
and ethylene vinylacetate copolymer materials. 

28. A smooth seam as defined in claim 20 wherein 
said adhesive has a melting point ranging from 
approximately 60 to 160 degrees Celsius. 

29. A smooth seam as defined in claim 20 wherein 
said first garment component comprises a 



front panel, yoke, and rear panel of a dress 
shirt and said second garment component 
comprises a shirt sleeve such that said seam 
is the seam of a shirt armhole. 

5 

30. A smooth seam as defined in claim 20 wherein 
said seam is the seam of a dress shirt arm- 
hole. 

10 31. In a clothing garment, a smooth seam compris- 
ing: 

a bonding element having at least a thermal 
adhesive component and having an upper and 
lower surface; 

75 a first garment component having an upper 

and lower surface folded around the bonding 
element such that a portion of the upper sur- 
face of the first garment component is bonded 
to said lower surface of the bonding element 

20 and another portion of said upper surface of 

the first garment component is bonded to said 
upper surface of the bonding element; 
a second garment component having an upper 
and lower surface folded such that a portion of 

25 said lower surface of the second garment com- 

ponent is bonded to a lower surface of the 
bonding element and a portion of said upper 
surface of the second garment component ab- 
uts a lower surface of the first garment compo- 

30 nent along said seam; 

a first thread stitch running along a first side of 
the seam and traversing through the bonding 
element, said portion of the first garment com- 
ponent bonded to said lower surface of the 

35 bonding element, and said portion of the sec- 

ond garment component which abuts said low- 
er surface of the first garment component; 
a second thread stitch running along a second 
side of the seam and traversing through said 

40 portion of the first garment component bonded 

to said upper surface of the bonding element, 
said bonding element, said portion of the sec- 
ond garment component bonded to said lower 
surface of the bonding element, and a folded 

45 back portion of the second garment compo- 

nent; 

the seam having been previously subjected to 
a sufficient amount of heat and pressure to 
cause said thermal adhesive to flow onto sur- 

50 faces of said first and second garment compo- 

nents such that said adhesive is interposed in 
the garment material thereby bonding together 
said first and second garment components 
along said seam such that the bonded compo- 

55 nents will effectively reduce a tendency to 

pucker due to shrinkage of the sewing thread 
during laundering and operate to minimize 
puckering of said seam. 
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32. A smooth seam as defined in claim 31 wherein 
said bonding element is a thermal adhesive 
web composed entirely of a thermal adhesive. 

33. A smooth seam as defined in claim 31 wherein 5 
said bonding element comprises an interlining 
having on upper and lower surfaces a quantity 

of thermal adhesive. 
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